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SECTION I - LEADERSHIP
YES
NO
NO
LEVEL 1 - TRAINING
1.  SBT/Competence lead, deputy and all supervision have completed lean basic training
3.  Teams are being recognized and rewarded for continuous improvement implementation
2.  Employees are allowed to conduct regularly scheduled continuous improvement meetings (WIG session, kaizen events etc.)
1.  Evidence exists that all supervision has trained some employees in Lean/Six Sigma concepts (ADMS GB/BB Report)
5.  SBT Hoshin/WIG metrics are showing improvement quarter after quarter
4.  Able to demonstrate that improvement activities directly support Hoshin/WIG goals
3.  Evidence exists that leadership promotes cross functional training and audits regularly (Training Matrix)
2.  Leadership is a promoter and user of problem solving/root cause identification (leading by example)
1.  Evidence exists that leadership supports and promotes the development of and adherence to process standards (SOPs/INSTs are written to document process improvement changes)
5.  SBT leadership supports and participates in weekly WIG session
4.  Sustainment tools are evident and maintained on the shop floor/office (e.g., check lists, status boards)
3.  Open items from improvement initiatives are captured (with responsibility assigned and current status) and visibly displayed
2.  Quarterly continuous improvements meetings are conducted and all improvements are documented (standardized) ADMS
1.  SBT/Competency lead prioritizes and tracks CPI projects within their organization (SBT list posted and managed)
3.  CPI resources are in place and trained (AIRSpeed Champions, core team, process engineer, etc.)
2.  OMM assessment teams are established and active (OMM data base up-to-date)
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  Problems are addressed immediately using a formal problem solving process
YES
YES
NO
NO
YES
YES
NO
NO
YES
YES
NO
NO
YES
YES
NO
NO
LEVEL 5 - SYNERGY
2.  Employees are continually seeking improvement opportunities
1.  Supervisors and employees are recognized as experts leading and sustaining "CPI"
LEVEL 1 - TRAINING
1.  SBT/Competency lead, deputy, supervisors and all employees have completed lean basic training
3.  Artisans are continually seeking ways to improve 5S in conjunction with product flow
2.  The organization is a benchmark location that other facilities visit
1.  SBT recognizes shops/cells for superior 5S performance
5.  Floor markings (tape) are maintained at a high level (worn tape is replaced regularly by cell/shop)
4.  5S results are sustained over two consecutive quarters as evident in before and after pictures
3.  Employees are trained to detect abnormalities with all five senses and instructed to correct such abnormalities immediately
2.  Regular audits are occurring (both internal and external)
1.  Standards include both personal equipment and environmental cleanliness
5.  Employees in the work area understand and can verbally explain their 5S standards
4.  Clear standards have been developed (with worker involvement) by which personnel will be measured and maintain 5S
3.  Evidence exist that tools and equipment are being reviewed for relevance in the work area
2.  Everything has a place and everything is in its place at the beginning and end of shift
1.  5S cleaning schedule has been developed and posted on the communication board (cell cleanliness being sustained)
3.  A designated area for all items in the work area has been identified
2.  Unnecessary items in the work area are being identified for removal 
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  5S compliance are evident in both production and administrative areas within the SBT 
LEVEL 5 - SYNERGY
2.  Employees are continually seeking improvement opportunities
1.  Supervisors and employees are recognized as experts leading and sustaining 5S
SECTION II - 5S
6.  Employees clean as they go
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
LEVEL 1 - TRAINING
1  SBT/Competency lead, deputy, supervisors and all employees have completed lean basic training
3.  Down time of critical equipment is showing a positive trend
2.  Standard work is being developed with operators to address problem areas and SPIs include TPM activities
1.  Evidence exists that problem solving tools are being used for breakdowns (e.g., 5 why reports)
4.  Ensure critical and long lead time repair parts are available when needed
3.  TPM supplies have been identified and maintained in the work area
2  Maintenance schedules for critical equipment are being adhered to (inspections are up to date)
1.  SBT collects mean time to repair data on critical machines
5.  SBT collects down time data on critical equipment
4.  Visual to consistency: Written TPM roles and responsibilities have been developed by maintenance and production creating a cross functional team
3.  Written maintenance schedules have been developed on critical equipment
2.  Repair/Improvement log is posted and maintained for critical equipment
1.  Evidence of visual factory (e.g., gauges marked) being used on critical equipment 
3.  Operator preventative maintenance checklists are posted and maintained on critical equipment
2.  SBT develops & maintains a list of critical equipment 
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  Mean time to repair trend is improving for critical equipment
LEVEL 5 - SYNERGY
2.  Employees are continually seeking improvement opportunities
1.  The organization is a benchmark location that other facilities visit
SECTION III - TOTAL PRODUCTIVE MAINTENANCE (TPM)
3.  Supervisors and employees are recognized as experts leading and sustaining TPM 
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
LEVEL 1 - TRAINING
1.  Artisans have been exposed to quick changeover (QCO) concept (lean basic)
3.  Evidence exists of problem solving being used to resolve issues with changeovers
2.  Changeover times are trending downward
1.  Standard work (SPI) is being used to document QCO processes
5.  Evidence exists that QCO use is being expanded (e.g., TPM, shift changes, aircraft moves, etc.)
4.  Evidence exists that QCO techniques are being used to in areas of the operation not flowing at TAKT
3.  Standard work (SPI) is being used to document quick changeover processes
2.  Queues for staging of changeover kits have been identified and labeled in the work area
1.  Process steps and times have been defined for improvement areas
4.  Opportunities for QCO kitting have been identified
3.  Opportunities to reduce external/internal steps have been identified
2.  Waste in quick changeover processes has been defined
1.  SBT has developed a list of candidate processes and/or equipment for QCO review
3.  Trained personnel imparting knowledge to remaining shop/cell support personnel
2.  Applicable personnel trained in QCO techniques through lean intermediate
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  All change over processes have been documented
LEVEL 5 - SYNERGY
2.  Employees are continually seeking improvement opportunities
1.  The organization is a benchmark location that other facilities visit
SECTION IV - QUICK CHANGE OVER (QCO)
4.  Quick changeover process has been defined
6.  Changeover times are captured and posted in the work area
5.  Audit checklists have been established
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
LEVEL 1 - TRAINING
1.  All employee have been trained and can explain basic concepts of TAKT (lean basic)
3.  Work is not pushed to the next process
2.  Failure to meet customer TAKT in any cell/shop is rare (<10%)
1.  Standard work (SPI) has been developed for critical tasks that are causing failures in meeting TAKT
5.  Contingency plans are being used when delays (material, engineering, etc.) jeopardize TAKT
4.  Controlled queues (min/max) have been established for problem parts that continually jeopardize TAKT
3.  Evidence of problem solving being used in operations that exceed TAKT
2  Defects or incomplete work from upstream operation that create delays are being tracked with downstream issued DWO 
1.  Workload balancing between cells is evident
4.  Production meetings focus on meeting TAKT
3.  TAKT time has been determined for critical components and customer product (aircraft, engine module, etc.)
2.  TAKT time has been determined/posted and tracked in cell/shop (pulse days, weekly schedule, etc.)
1.  Staffing decision includes manpower calculations to achieve TAKT for the cell/shop
3.  Trained personnel imparting knowledge to remaining shop/cell support personnel
2.  Applicable personnel trained in further TAKT techniques through lean intermediate
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  TAKT time measures show positive trends
LEVEL 5 - SYNERGY
2.  Employees are continually seeking improvement opportunities
1.  The organization is a benchmark location that other facilities visit
SECTION V - TAKT
4.  TAKT time process has been defined
6.  Evidence exists of customer/supplier/horizontal activities working together to meet TAKT (WIG session)
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
LEVEL 1 - TRAINING
1. SBT is familiar with Standard Work concept (Lean Basic)
3.  All jobs are balanced
2.  A written process for revising Standard Work has been developed
1.  Standard Work audit cards have been developed
4.  Evidence exists of Problem Solving being used to resolve reoccurring issues
3.  Evidence exist of cross functional training is occurring (training matrix)
2.  Supervisors are beginning to audit their teams to make sure they are following Standard Work (SPI)
1.  A team has been identified to pilot Standard Work Chart/Shop Process Instruction (SPI)
5.  Process improvement resulting from Hoshin/WIG commitments are documented (e.g., SPIs, Check list, S.O.C.R. etc.)
4.  SBT has assembled a list of standard work candidates based on performance gaps (quality/schedule) 
3.  Actual time to perform each task or number of items required per day is being captured on Standard Work Chart for future adjustments
2.  Any task worked out of sequence or exceeding allotted time has causal factors recorded on issue chart
1.  Standard Work/schedules charts are reviewed and updated in morning startup meeting (Buss, Gantt, etc.)
3.  Trained personnel imparting knowledge to remaining shop/cell support personnel
2.  Applicable personnel trained in further Standard Work techniques through Lean Intermediate
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  Standard Work (SPI) has been developed for critical tasks that are causing failures in meeting TAKT
LEVEL 5 - SYNERGY
2.  Employees are continually seeking improvement opportunities
1.  The organization is a benchmark location that other facilities visit
SECTION VI - STANDARD WORK
4.  Standard Work processes has been defined
5.  Personnel are being certified for the Standard Work Sequence they are performing (Training Matrix)
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
LEVEL 1 - TRAINING
1.  SBT is familiar with Standard Work concept (Lean Basic)
3.  All jobs are balanced
2.  A written process for revising Standard Work has been developed
1.  Standard Work audit cards have been developed
4.  Evidence exists of Problem Solving being used to resolve reoccurring issues
3.  Evidence exist of cross functional training is occurring (training matrix)
2.  Supervisors are beginning to audit their teams to make sure they are following Standard Work (SPI)
1.  A team has been identified to pilot Standard Work Chart/Shop Process Instruction (SPI)
5.  Process improvement resulting from Hoshin/WIG commitments are documented (e.g., SPIs, Check list, S.O.C.R. etc.)
4.  SBT has assembled a list of standard work candidates based on performance gaps (quality/schedule) 
3.  Actual time to perform each task or number of items required per day is being captured on Standard Work Chart for future adjustments
2.  Any task worked out of sequence or exceeding allotted time has causal factors recorded on issue chart
1.  Standard Work/schedules charts are reviewed and updated in morning startup meeting (Buss, Gantt, etc.)
3.  Trained personnel imparting knowledge to remaining shop/cell support personnel
2.  Applicable personnel trained in further Standard Work techniques through Lean Intermediate
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  Standard Work (SPI) has been developed for critical tasks that are causing failures in meeting TAKT
LEVEL 5 - SYNERGY
2.  Employees are continually seeking improvement opportunities
1.  The organization is a benchmark location that other facilities visit
SECTION VII - STANDARD WORK IN PROCESS (WIP)
4.  Standard Work processes has been defined
5.  Personnel are being certified for the Standard Work Sequence they are performing (Training Matrix)
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
LEVEL 1 - TRAINING
1.  PCs are trained in Pull System
3.  Evidence exists that Standard WIP is being reduced by controlling variability in the process using Standard Work
2.  Meetings with Master Scheduler, Program Manager and Customers of the process are held to discuss level production
1.  Pull System is being used to manage all queues in the work area (All work is being pulled based on empty queues - including inductions)
5.  PCs are reacting to pull triggers (e.g., queues & Kanban) to move material
4.  WIP is being measured (plan vs. actual) and is posted in the work area
3.  Tools being used to calculate Standard WIP levels (e.g., Max In process Report, Shop/Cell lay-out)
2.  WIP levels are trending downward
1.  Roll Out Plan for Pull Process is being executed
3.  MBWA is being used to audit the Standard WIP Levels
2.  All queues are clearly labeled (including min/max levels) using good Visual Management techniques
1.  Value Stream Mapping is being used to calculate Standard WIP levels (e.g., Max In process Report, Shop/Cell lay-out)
3.  Employees understand the Lean definitions of WIP (Lean Basic)
2.  Areas are trained in Value Stream Mapping
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
LEVEL 5 - SYNERGY
1.  The organization is a benchmark for other facilities to emulate
SECTION VIII - QUALITY
4.  Employees are trained in WIP reduction techniques (e.g., Single Piece Flow, Pull Systems)
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
LEVEL 1 - TRAINING
1.  Personnel being trained in visual management (Lean Basic)
3.  Issue Logs are being used to improve the process
2.  Repair/Improvement Log is posted and maintained for critical equipment
1.  Standard pull methods are being used
5.  There is a place for everything in the work area and each place is clearly labeled
4.  Process status is easily detected by anyone in the work area (work stop, backlog, down equipment etc.)
3.  All queues are clearly labeled (including min/max levels) using good visual management techniques
2.  Production Meetings are conducted using the data on the Communication Board
1.  MBWA is occurring on a regular schedule to sustain visual management standards
5.  Work spaces, shops, cells have been laid out and taping standards are beginning
4.  Training matrix is posted and is being used to develop training plans
3.  Some visual management tools (queues, Andon) in place and being used
2.  Communication Boards have been developed and put in place
1.  All personnel have been trained in visual management
3.  Visual management tools being developed (queues, min/max WIP indicators, Andon)
2.  Communication boards are being established
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  Job Status Boards are being used to manage the business
LEVEL 5 - SYNERGY
2.  Evidence exists that problems are viewed as opportunities and made visible (problems are openly shared with anyone) 
1.  Visual controls are being used to manage the business
4.  FRC visual standards are being introduced (taping standards)
3.  The organization is a benchmark location that other facilities visit
5.  Clearly identified normal from abnormal conditions exists
SECTION IX - VISUAL MANAGEMENT
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
LEVEL 1 - TRAINING
1.  Personnel being trained in flow techniques (lean basic)
3.  TAKT time measures show positive trends (consecutive pulses with-out a miss)
2.  Pull system is being used to manage all queues in the work area
1.  Standard pull methods are being used
5.  Standard work and material flow charts are developed to flow at customer TAKT
4.  Jobs are being balanced in areas (critical path) that impact flowing to TAKT 
3.  Meetings with customers are being held to discuss level scheduling (e.g., ICP, PBL, FMS, AF)
2.  Standard Process for managing queues is being followed (SOPs)
1.  Work is inducted into the shop/cell based on a pull attempting at single piece flow instead of batch processing
3.  Hoshin/WIG goals are communicated at all levels (e.g., supervisors, shop floor)
2.  Material flow is defined (e.g., SAIC stock, kitting of parts on aircraft lines)
1.  Current and future state process flows have been developed and put in place
3.  Hoshin/WIG goals need to be established
2.  Current and future state process flows are being defined
LEVEL 2 - ACCEPTANCE
LEVEL 3 - ENGAGEMENT
LEVEL 4 - STANDARDIZATION
4.  There is an increased focus on speed of delivery to customer (turn around time) and improvements related to waste elimination in the value stream
LEVEL 5 - SYNERGY
2.  The process is stable and predictable and all production flows at TAKT
1.  Visual controls and single piece flow are being used to manage the business to meet cost, quality and schedule
SECTION X - FLOW
4.  All personnel have been trained in continuous flow techniques
5.  Kanban and supermarket are used to manage flow
3.  The organization is a benchmark location that other facilities visit
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
YES
NO
NO
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